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(54) INSTRUMENT PANEL AND MOLDING METHOD FOR INSTRUMENT PANEL 

(57)Abstract: 

PROBLEM TO BE SOLVED: To improve the appearance 
of an instrument panel in which an air bag device is 
stored. 

SOLUTION: In an instrument panel 10 T a door module 14, 
for which a resin provided with an excellent low 
temperature shock absorbing property and an excellent 
low temperature tensile extensible property is used, is 
integrally molded on the back face side of an instrument 
panel base plate 24 for which a hard resin is used. The 
door module 14 is formed so as to face a thin thickness 
part 44 formed of a recess part 42, and if an air bag 
device is operated, an air bag door base plate 30 and the 
thin thickness part 44 are broken along a tear line 36 by 
means of an inflated bag body 16. In the instrument 
panel 10, an area facing the air bag module 22 is formed 
into a double layer structure consisting of the thin 
thickness part 44 and the air bag door base plate 30, so 
that the tear line is not seen on the front face side and 
no deflection and the like is caused in molding. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer.So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] The instrument panel which builds in the air bag equipment which is characterized by 
providing the following, and which expand a bag body and the vehicle interior of a room is made 
to develop. The instrument-panel substrate by which the crevice used as thin meat rather than 
surrounding thickness was formed in the position which counters the aforementioned air bag 
equipment of the aforementioned vehicle interior of a room and the field of an opposite side by 
resin fabrication. The air bag door substrate in which the air bag door which a bag body fractures 
possible [ expansion ] to the vehicle interior of a room when it is really fabricated by the crevice 
of the aforementioned instrument-panel substrate and the aforementioned bag body expands 
was prepared. 

[Claim 2] The instrument panel according to claim 1 characterized by for the aforementioned 
instrument-panel substrate being fabricated by rigid resin, and fabricating the aforementioned air 
bag door substrate with the resin with high low-temperature impact-absorption nature and low- 
temperature tension ductility. 

[Claim 3] The aforementioned air bag door substrate is an instrument panel according to claim 2 
characterized by being the air bag door module by which the anchoring section which attaches 
the aforementioned air bag equipment was fabricated by one. 

[Claim 4] It is the forming method of the instrument panel which builds in the air bag equipment 
which expand a bag body and the vehicle interior of a room is made to develop. After carrying 
out resin fabrication of the instrument-panel substrate with the metal mold which has arranged 
the slide core according to the crevice used as thin meat rather than surrounding thickness in 
the position which counters the aforementioned air bag equipment of the aforementioned vehicle 
interior of a room and the field of an opposite side, It doubles with the crevice of the inner 
aforementioned instrument-panel substrate, the aforementioned slide core is moved — making - 
- the above — metal mold — The forming method of the instrument panel characterized by for 
the aforementioned bag body forming the space according to the configuration of an air bag door 
substrate of preparing the air bag door fractured possible [ expansion ] in the vehicle interior of 
a room, carrying out injection molding of the aforementioned air bag door substrate into this 
space, and fabricating an instrument panel. 



[Translation done.] 
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DETAILED DESCRIPTION 

[Detailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] this invention relates to the instrument panel of 
vehicles, and relates to the forming method of of the instrument panel and instrument panel in 
which the air bag equipment for passenger seats is formed in detail. 
[0002] 

[Description of the Prior Art] There is air bag equipment for passenger seats formed to the crew 
who sat down to the passenger seat among the air bag equipment formed in vehicles. The air bag 
equipment for these passenger seats (henceforth "air bag equipment") is formed in the tooth- 
back side (a vehicle room side and opposite side) of an instrument panel, when air bag equipment 
operates and an internal bag body expands, it fractures to an instrument panel by being pushed 
on this expanding bag body, and the air bag door which makes the vehicle interior of a room 
develop a bag body is formed in it. 

[0003] There is a method of attaching the air bag door module with which opening was formed in 
the position of an instrument panel, and the air bag door was formed in this opening as one of 
the methods which prepares such an air bag door in an instrument panel. By this method, the 
work for attaching an air bag door module in an instrument panel is needed. Moreover, by this 
method, suitable management of abandonment by opening and the air bag door module which are 
formed in an instrument panel so that appearance quality of an instrument panel may not be 
reduced etc. is needed. 

[0004] As one method, the method of fabricating an air bag door by one is in an instrument panel 
now. Since the air bag door is beforehand fabricated by this method to the instrument panel, 
anchoring of the air bag equipment to an instrument panel becomes easy. As air bag equipment 
which fabricated the air bag door beforehand, JP.6-298034A JP,5-185893,A, JP,7-137596,A, 
etc. are in an instrument panel. 

[0005] When fabricating an air bag door to an instrument panel at one, and air bag equipment 
operates to the circumference or the core to fracture of an air bag door, it is necessary as 
shown in JP,6-298034,A or JP,5-185893,A, to form a slot-like fracture line (tee aryne) in it on 
the surface of an instrument panel so that a bag body may develop easily and certainly. In such 
an instrument panel, suitable management of a configuration etc. is required so that this tee 
aryne may not cause deterioration of the appearance quality of an instrument panel, since a tee 
aryne appears in a front face, and that air bag equipment is attached can distinguish clearly. 
[0006] On the other hand, in JP.7-137596A when forming an instrument panel by resin 
fabrication, 2 color fabrication of the resin which prepares opening for fabricating an air bag door, 
slushes the resin which forms an air bag door in this opening, and is fabricated to one is 
performed. 

[0007] An air bag door can fracture certainly, without spoiling the intensity of an instrument 
panel by performing 2 color fabrication of such a resin. Moreover, a tee aryne can be prevented 
from appearing on the surface of an instrument panel. 

[0008] For example, as shown in drawing 6 (A), opening 92A is formed in the instrument-panel 
substrate (henceforth a "instrument panel substrate") 92 which mainly forms an instrument 
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panel 90, and the air bag door section 94 is really fabricated by resin fabrication in this opening 
92A. Furthermore, even if the difference of gloss or tactile feeling is between the resin which 
forms the instrument panel substrate 92 by covering the instrument panel substrate 92 and 
front-face side of the air bag door section 94 with the epidermis 96 made of a resin, or painting, 
and the resin which forms the air bag door section 94, the front face of an instrument panel 90 
can be carried out [ tactile feeling / uniform gloss and uniform tactile feeling ], and the 
instrument panel 90 with very high appearance quality can be obtained. 
[0009] 

[Problem(s) to be Solved by the Invention] However, if the resin which forms an instrument panel 
differs from the resin which forms an air bag door when performing resin fabrication, the 
difference of the contraction at the time of fabrication and a heat ray expansion coefficient 
(CLTE) have a difference. For this reason, as shown in drawing 6 (B), when 2 color fabrication of 
a resin is performed by the above-mentioned method, a wavelike distortion arises at the air bag 
door 94 formed in opening 92A in the instrument panel substrate 92. Since control of the flow 
range of the resin when fabricating the air bag door section 94 by 2 color fabrication of a resin is 
very difficult in opening 92A of the panel substrate 92, the part which deformation, such as 
distortion, produces cannot be specified as the air bag door section 94, but a geometrical cure is 
difficult. 

[0010] The deformation at the time of such resin fabrication will appear in the front face of an 
instrument panel 90, and will reduce the appearance quality of an instrument panel 90. Although 
hiding by epidermis 96 is also considered when this distortion is small, the thickness of epidermis 
96 becomes thick in this case, and there is a possibility of barring fracture in the exact position 
of an air bag door. 

[0011] this invention is made in view of the above-mentioned fact, and it aims at proposing the 
instrument panel which fabricated the air bag door to one, and the forming method of this 
instrument panel, without spoiling appearance quality. 
[0012] 

[Means for Solving the Problem] Invention concerning a claim 1 is an instrument panel which 
builds in the air bag equipment which expand a bag body and the vehicle interior of a room is 
made to develop. The instrument-panel substrate by which the crevice used as thin meat rather 
than surrounding thickness was formed in the position which counters the aforementioned air 
bag equipment of the aforementioned vehicle interior of a room and the field of an opposite side 
by resin fabrication, When it is really fabricated by the crevice of the aforementioned 
instrument-panel substrate and the aforementioned bag body expands, a bag body is 
characterized by having the air bag door substrate by which the air bag door fractured possible 
[ expansion ] was prepared in the vehicle interior of a room. 

[0013] According to this invention, the crevice of thin meat is formed without forming opening in 
an instrument-panel substrate, and it is considering as the two-layer structure of the resin 
which fabricated the air bag door substrate to this crevice. Between the resin which forms an 
instrument-panel substrate, and the resin which forms an air bag door substrate, since the air 
bag door substrate is fabricated to the crevice of an instrument-panel substrate, even if a 
contraction has a difference at the time of a heat ray expansion coefficient or fabrication, 
distortion appears in the front-face side of an instrument-panel substrate, and the quality of 
finished goods of an instrument panel is not spoiled. 

[0014] In addition, a tee aryne does not appear on the surface of an instrument panel by this 
that what is necessary is just to form the tee aryne for making an air bag door fracture certainly 
in an air bag door substrate. 

[0015] Invention concerning a claim 2 is invention according to claim 1, and is characterized by 
for the aforementioned instrument-panel substrate being fabricated by rigid resin, and fabricating 
the aforementioned air bag door substrate with the resin with high low^temperature impact- 
absorption nature and low-temperature tension ductility. 

[0016] Since the high resin of low^temperature impact-absorption nature is used for an air bag 
door substrate, shearing force can be centralized on a desired part and it can be made to 
fracture according to this invention. Since the instrument-panel substrate which counters an air 
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bag door substrate is thin meat even if it uses rigid resin, it is fractured to the air bag door of an 
air bag door substrate, and one, and does not bar the expansion to the vehicle interior of a room 
of the bag body of air bag equipment 

[0017] Invention concerning a claim 3 is invention according to claim 2, and it is characterized by 
the aforementioned air bag door substrate being the air bag door module by which the anchoring 
section which attaches the aforementioned air bag equipment was fabricated by one. 
[0018] According to this invention, since the air bag door module is formed in an instrument- 
panel substrate at one, anchoring of the air bag equipment to an instrument panel becomes very 
easy. Moreover, positive expansion towards the vehicle interior of a room of a bag body is 
enabled, without damaging, when a bag body expands, since this anchoring section is a resin with 
high same low-temperature impact-absorption nature as an air bag door substrate and low- 
temperature tension ductility. 

[0019] Invention concerning a claim 4 is the forming method of the instrument panel which builds 
in the air bag equipment which expand a bag body and the vehicle interior of a room is made to 
develop. After carrying out resin fabrication of the instrument-panel substrate with the metal 
mold which has arranged the slide core according to the crevice used as thin meat rather than 
surrounding thickness in the position which counters the aforementioned air bag equipment of 
the aforementioned vehicle interior of a room and the field of an opposite side, It doubles with 
the crevice of the inner aforementioned instrument-panel substrate, the aforementioned slide 
core is moved — making — the above — metal mold — It is characterized by forming the space 
according to the configuration of an air bag door substrate of preparing the air bag door 
fractured possible [ expansion ] in the vehicle interior of a room, for the aforementioned air bag 
door substrate carrying out injection molding into this space, and the aforementioned bag body 
fabricating an instrument panel. 

[0020] According to this invention, the configuration of the metal mold which carries out resin 
fabrication by movement of a slide core is changed gradually. Thereby, when fabricating an 
instrument-panel substrate and an air bag door substrate to two-layer, it is not necessary to 
raise metal mold gradually according to each configuration. Moreover, the work to which a slide 
core is moved and which is sufficient, accumulates and fabricates an instrument-panel substrate 
and an air bag door substrate to two-layer becomes very easy, and change of the configuration 
of metal mold can aim at simplification of an instrument-panel fabrication operation, and 
curtailment of forming cost 
[0021] 

[Embodiments of the Invention] Hereafter, 1 operation gestalt of this invention is explained, 
referring to a drawing. 

[0022] The appearance perspective diagram of the instrument panel 10 prepared in the vehicle 
interior of a room of vehicles is shown in drawing 1 . Air bag equipment 12 (a part is illustrated to 
drawing 2 ) is arranged in the inner direction of a passenger side (space right-hand side of 
drawing 1 ) by this instrument panel 10. 

[0023] As shown in drawing 2 , air bag equipment 12 is looked like [ the door module 14 formed 
in the instrument panel 10, and the air bag module 22 which has held the bag body 16 and the 
inflator 18 in the module case 20 ], and, therefore, is constituted. 

[0024] Moreover, as shown in drawing 1 and drawing 2 , the front face by the side of the method 
of the vehicle interior of a room of the instrument-panel substrate (henceforth "the instrument 
panel substrate 24") in which an instrument panel 10 forms the shape of a basic form of an 
instrument panel 10 is being worn by epidermis 26. Air bag equipment 12 is arranged in the 
position of the epidermis 26 of the instrument panel substrate 24, and the field (henceforth a 
tooth back) of an opposite side. 

[0025] If the mechanical or electric acceleration sensor which is not illustrated detects a sudden 
slowdown of vehicles, the inflator 18 in the air bag module 22 operates, and air bag equipment 12 
will turn to the door module 14 the bag body 16 which is folded up and held in the module case 
20, and will be expanded. This bag body 16 presses the predetermined field of the door module 
14, makes an instrument panel 10 fracture, and is developed to the vehicle interior of a room. 
Thus, as air bag equipment 12, well-known general composition can be applied conventionally, 
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and detailed explanation of air bag equipment 12 is omitted with the gestalt of this operation. 
[0026] As shown in drawing 2 , the standing wall section 32 and ** by which the door module 14 
was set up from the periphery section of the air bag door substrate 30 by which the air bag door 
28 was formed in the center section, and the air bag door substrate 30 are fabricated by one. 
Thereby, the door module 14 forms housing which holds the module case 20. In addition, bolting 
of the module case 20 is carried out to the standing wall section 32 of the door module 14, it is 
fixed, and the air bag back module 22 is attached to an instrument panel 10. Moreover, by 
enclosing the circumference of the module case 20 by the standing wall section 32, the door 
module 14 has prevented developing along the tooth back of the instrument panel substrate 24, 
when a bag body 16 expands. 

[0027] The air bag door 28 is enclosed and formed of **** 34 and the tee aryne 36 which were 
prepared in the air bag door substrate 30. As for **** 34, the cross-section configuration is 
formed along with one side of the standing wall section 32 as a semicircle-like slot Moreover, it 
is the configuration which cut the air bag door substrate 30 deeply, and lacked it, a cross- 
section configuration being used as the shape of an abbreviation triangle, and the tee aryne 36 
forms the slot in alignment with the standing wall section 32 in which **** 34 is not formed. The 
ends of this tee aryne 36 are connected with the ends of**** 34, respectively (illustration 
ellipsis). 

[0028] The portion in which the tee aryne 36 is formed has become brittle, and the air bag door 
substrate 30 will be fractured along with the tee aryne 36, if pressed by the bag body 16 with 
which the air bag door 28 expands. Moreover, the lobe 38 to which **** 34 is countered and a 
cross-section configuration projects in the shape of a semicircle in the instrument panel 
substrate 24 side is formed in the air bag door substrate 30. The hinge region 40 is formed of 
this lobe 38 and **** 34, the air bag door 28 fractured along with the tee aryne 36 rotates in the 
air bag door substrate 30 focusing on this hinge region 40, and opening which enables expansion 
of a bag body 1 6 to the vehicle interior of a room is formed in it. 

[0029] By the way, the door module 14 is countered and the crevice 42 is formed in the 
instrument panel substrate 24 of an instrument panel 10. Thereby, the thin-walled part 44 to 
which the thickness of the field which counters the air bag door 28 serves as thin meat from the 
thickness around a crevice 42 is formed, and the instrument panel substrate 24 has covered the 
method side of the vehicle interior of a room of the air bag back door substrate 30 by one by 
this thin-walled part 44. Moreover, a thin-walled part 44 fractures the instrument panel 
substrate 24 along with the tee aryne 36 with the air bag door 28. 

[0030] Such an instrument panel 10 can fabricate the instrument panel substrate 24 and the 
door module 14 to one by 2 color fabrication of a resin. ABS plastics or Denaturation PPO 
(denaturation polyphenylene oxide) etc. which blended PP(polypropylene) PPG (pulley propylene 
glycol) containing rubber or talc and PC (polycarbonate) as a resin for fabricating the instrument 
panel substrate 24 of an instrument panel 10 can use the rigid resin material used for the 
instrument panel from the former. 

[0031] It is desirable to use a resin with high (fitness) low-temperature impact-absorption 
nature, such as TPO (thermoplastic-elastomer-olefin;, for example, the Mitsubishi Chemical run 
[ tradename thermostat ]), TPE (thermoplastic-elastomer;, for example, tradename Santoprene 
made from Advanced Elastomar System), and a TPS polyester elastomer (for example, 
tradename DYM made from DuPont), and low-temperature tension ductility as the quality of the 
material of the door module 14 fabricated on the other hand to the rigid resin material which 
forms the instrument panel substrate 24, and one. 

[0032] That is, as an instrument panel substrate 24, it is desirable that 8000 - 18000 kgf/cm2 
and the **** pace of expansion in ordinary temperature use 250 - 600 %, and a brittle 
temperature uses [ the bending elastic modulus of ordinary temperature ] the resin of OdegreeC 
- -25 degreeC. Moreover, as for the air bag door substrate 30 which forms the air bag door 28, it 
is desirable that 200 - 800 % and the tension ductility in low temperature (-35 degreeC) use, and 
a brittle temperature uses [ the bending elastic modulus of ordinary temperature / 2000 - 8000 
kgf/cm2 and the **** pace of expansion in ordinary temperature ] the resin below -30 degreeC 
50 to 400%. 
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[0033] When the bag body 16 of air bag equipment 12 expands and the air bag door substrate 30 
is pressed by this bag body 1 6 by using a resin with low-temperature impact-absorption nature 
and low-temperature tension ductility high as a resin which fabricates the air bag door substrate 
24, shearing force can be centralized on the tee aryne 36, and it can be made to fracture 
certainly along with the tee aryne 36. 

[0034] In addition, as epidermis 26, PVC (vinyl chloride) etc. can be used, for example. By 
wearing the field by the side of the method of the vehicle interior of a room of the instrument 
panel substrate 24 by such epidermis 26, desired gloss (gross) and tactile feeling can be made to 
the front face (field by the side of the method of the vehicle interior of a room) of an instrument 
panel 10 irrespective of the quality of the material of the resin used for the instrument panel 
substrate 24. 

[0035] Thickness t2 which is the thickness of the air bag substrate 30 which used the resin with 
high low-temperature impact-absorption nature and low-temperature tension ductility as an 
example with the gestalt of this operation It may be 2-4.5mm. Moreover, thickness t1 which 
includes the epidermis 26 of the thin-walled part 44 of the instrument panel substrate 24 which 
used rigid resin with the gestalt of this operation It may be 1.5mm or less. Thus, it is made for a 
thin-walled part 44 to fracture to the air bag door substrate 30 and one certainly by making thin 
thickness of the thin-walled part 44 of the instrument panel substrate 24. In addition, these sizes 
are not limited to the above-mentioned size that what is necessary is just to set up according to 
the configuration of the resin to be used and the door module 14, the expansion force of the bag 
body 16 of air bag equipment 12, etc. 

[0036] On the other hand, as shown in drawing 3 (A) and drawing 4 (B), the metal mold 50 which 
fabricates an instrument panel 10 is equipped with the slide core 52. This slide core 52 should 
just be [ both ] a configuration which prevents that a resin flows in, when fabricating the 
instrument panel substrate 24 into the portion which forms the door module 14 few in 
accordance with the configuration of the door module 14. 

[0037] As shown in drawing 3 (C), after injection molding the instrument panel substrate 24, in 
this metal mold 50, the space which is in agreement with the configuration of the door module 14 
is generated by evacuating a slide core 52 or making it move to a position. In this metal mold 50, 
the instrument panel 10 which injection molded the door module 14 to the instrument panel 
substrate 24 at one is formed by slushing the resin which forms the door module 14 in the space 
which was made to move a slide core 52 and was formed (refer to drawing 3 (D)). In addition, in 
drawing 3 (A) or drawing 3 (D), the gate which injects a resin inside metal mold 50 is omitted. 
[0038] Moreover, the heights 54 and 56 of the configuration corresponding to **** 34 and the 
tee aryne 36 are formed in the interior of the metal mold 50 to which the slide core 52 was 
moved, for this reason, the door module 14 is fabricated with the metal mold 50 to which the 
slide core 52 was moved — **** — **** 34 and the tee aryne 36 are fabricated by the air bag 
door substrate 30 at one In addition, after the tee aryne 36 fabricates the air bag door substrate 
30, the configuration of the metal mold 50 for cutting and lacking the air bag door substrate 30, 
making it form it by **** etc., and forming an instrument panel 10 by this does not complicate it 

[0039] Next, as an operation of the gestalt of this operation, the flow of the fabrication operation 

of an instrument panel 10 is explained first, referring to drawing 3 (A) or drawing 3 (D). 

[0040] Resin fabrication of an instrument panel 10 performs injection molding of the door module 

14, after injection molding the instrument panel substrate 24 previously. 

[0041] As shown in drawing 3 (A), the slide core 52 is formed in the metal mold 50 which 

fabricates an instrument panel 10, and the space according to the configuration of the 

instrument panel substrate 24 is formed in the interior of metal mold 50 by making the position in 

metal mold 50 project this slide core 52. As this slide core 52, it is the configuration which forms 

a crevice 42 in the position of the instrument panel substrate 24 at least. 

[0042] As shown in drawing 3 (B), resin fabrication of the instrument panel substrate 24 is 

carried out by slushing and carrying out injection molding of the resin for fabricating the 

instrument panel substrate 24 into the metal mold 50 which made the slide core 52 project. In 

addition, when fabricating the instrument panel substrate 24, resin fabrication of the epidermis 
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26 is carried out by one on the front face of the instrument panel substrate 24. 
[0043] Next, as shown in drawing 3 (C), the slide core 52 in metal mold 50 is moved to 
predetermined timing, and the space which was in agreement with the configuration of the door 
module 14 is enclosed and formed by the crevice 42 of metal mold 50 and the instrument panel 
substrate 24. As shown in drawing 3 (D), the instrument panel 10 which made one the instrument 
panel substrate 24 and the door module 14 is formed in the interior of metal mold 50 by slushing 
and carrying out injection molding of the resin for fabricating the door module 14 into the space 
currently formed in the interior of metal mold 50 of metal mold 50 and the instrument panel 
substrate 24. 

[0044] generally, although it is applied in order that a slide core may make easy mold omission of 
the undercut portion of mold goods, a slide core 52 is formed in metal mold 50, and this slide 
core 52 is moved to it — making — metal mold — by changing the mold configuration of the 50 
interior, change of a mold configuration becomes very easy and can perform a gradual fabrication 
operation efficiently That is, it is not necessary to use two or more metal mold with which 
configurations differ little by little according to a forming stage, and curtailment of the forming 
cost of an instrument panel 10 can be aimed at 

[0045] Moreover, since the flow range of the resin with which the instrument panel substrate 24 
fabricates the door module 14 inside metal mold 50 is restricted when fabricating the door 
module 14, fabrication of the door module 14 of a desired configuration is possible. With this, 
since the instrument panel substrate 24 has covered the front-face side of the door module 14 
(air bag door substrate 30) by one, even if there are a difference of the contraction at the time 
of fabrication and a difference of a heat ray expansion coefficient, distortion etc. is produced and 
appearance quality of an instrument panel 10 is not reduced to the front-face side of the 
instrument panel substrate 24 between the resin which fabricates the door module 14, and the 
resin which fabricates the instrument panel substrate 24. 

[0046] Moreover, in an instrument panel 10, since the tee aryne 36 for making the air bag door 
substrate 30 fracture easily is formed in the air bag door substrate 30 instead of the instrument 
panel substrate 24 when air bag equipment 12 operates, the front face of an instrument panel 10 
can be smoothed, or a request can be ornamented regardless of air bag equipment 12, and the 
very good instrument panel 10 of appearance quality can be formed. 

[0047] Thus, what is necessary is just to attach the module case 20 in the standing wall section 
32 of the door module 14 in the instrument panel 10 which is fabricating the instrument panel 
substrate 24 and the door module 14 to one, when attaching the air bag module 22. For this 
reason, attachment of the air bag equipment 12 to an instrument panel 10 is very easy. 
[0048] Moreover, when air bag equipment 12 operates and a bag body 16 expands, the standing 
wall section 32 of the door module 14 restricts the expansion direction of a bag body 16, and a 
bag body 16 presses the air bag door 28 of the center section of the air bag door substrate 30 
certainly. Moreover, since this press force can be centralized on the tee aryne 36 as shearing 
force even if it is partially pressed with the expanding bag body 16, since the resin with low- 
temperature impact-absorption nature and low-temperature tension ductility high as this door 
module 14 (air bag door substrate 30) is used, the air bag door 28 fractures certainly along with 
the tee aryne 36. 

[0049] Since the field which counters the air bag door 28 serves as the brittle thin-walled part 
44, it can be certainly fractured to the air bag door 28 and one, and can make them develop a 
bag body 16 to the vehicle interior of a room certainly, although rigid resin is used for the 
instrument panel substrate 24. 

[0050] In addition, the gestalt of this operation does not show an example of the forming method 
of the instrument panel of this invention, and an instrument panel, and does not limit this 
invention. As a resin which fabricates the instrument panel substrate 24 of this invention, as a 
resin which can use various hard nature resins and fabricates the door module 14, although it is 
desirable to use a low^temperature impact-absorption nature resin, desirable various resins can 
be used for formation of not only these but an instrument panel. 

[0051] Moreover, although the slide core 52 was formed in metal mold 50, the mold configuration 
was changed gradually and 2 color fabrication of a resin was performed with it when fabricating 
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an instrument panel 10 with the gestalt of this operation, the instrument panel of this invention 
will not be limited to this forming method, if the portion which counters air bag equipment 12 is 
made to the two-layer structure of the instrument panel substrate 24 and the air bag door 
substrate 30. 

[0052] For example, as shown in drawing 4 (A) and drawing 4 (B), the core block 62 is arranged 
to the metal mold 60 which fabricates the instrument panel substrate 24, and a crevice 42 is 
formed in the position of the instrument panel substrate 24 (refer to drawing 4 (A)). Next, the 
core block 62 is exchanged for the core block 64 for forming the door module 14 in the crevice 
42 of the instrument panel substrate 24, and injection molding of the door module 14 is carried 
out (refer to drawing 4 (B)). Thus, if the instrument panel 10 made into the two-layer structure 
of the instrument panel substrate 24 and the air bag door substrate 30 can be fabricated in the 
same configuration as the time of using metal mold 50 and a slide core 52, the well-known 
forming method can be used conventionally. 

[0053] Furthermore, with the gestalt of this operation, although the front face of the instrument 
panel substrate 24 is worn by epidermis 26, the instrument panel of this invention may not 
prepare the epidermis 26 grade. 

[0054] Instrument-panel 10A which has not formed epidermis 26 in the front-face side of the 
instrument panel substrate 24 is shown in drawing 5 (A). Since [ being such ] it instrument-panel 
10A Smells, and it can have and the door module 14 is not exposed to the front-face side of the 
instrument panel substrate 24, the uniform gloss and uniform tactile feeling according to the 
quality of the material of the instrument panel substrate 24 are obtained. That is, instrument- 
panel 10A of desired gloss and tactile feeling can be manufactured easily, without forming 
epidermis 26 in the front face of the instrument panel substrate 24 by choosing the resin which 
forms the instrument panel substrate 24, or painting. 

[0055] Moreover, what is necessary is just to fabricate not only this but the air bag door 
substrate 30 in which the air bag door 28 is formed at least to the instrument panel substrate 24 
by 2 color fabrication of a resin, although the door module 14 which formed the standing wall 
section 32 in the air bag door substrate 30 at one was fabricated with the gestalt of this 
operation to one to the instrument panel substrate 24. 

[0056] For example, instrument-panel 10B shown in drawing 5 (B) is fabricating only the air bag 
door substrate 30 to the crevice 42 of the instrument panel substrate 24 at one. Thus, in formed 
instrument-panel 10B, between the resins which form the instrument panel substrate 24 and the 
air bag door substrate 30, even if the contraction at the time of fabrication and a heat ray 
expansion coefficient have a difference, a result of a front face is not spoiled. 
[0057] In this case, you may make it form standing wall section 32A which attaches the air bag 
module 22 in the instrument panel substrate 24. Thereby, attachment of the air bag equipment 
12 to instrument-panel 10B can be made easy. 
[0058] 

[Effect of the Invention] By this invention, as explained above, since the air bag door substrate is 
made into wrap two-layer structure by the instrument-panel substrate, by the difference of a 
molding shrinkage, difference of a heat ray expansion coefficient, etc., without producing poor 
forming, such as distortion, on the surface of an instrument panel, the tee aryne for attaching air 
bag equipment etc. serves as irregularity, it does not appear, and improvement in appearance 
quality is attained. Moreover, in this invention, even if it forms an instrument-panel substrate by 
rigid resin, a bag body can be certainly developed to the vehicle interior of a room, and 
attachment of air bag equipment also becomes very easy. 

[0059] Furthermore, in this invention, since the slide core is used when changing metal mold 
gradually at the time of fabrication, 2 color fabrication of a resin can be performed easily and it 
has the outstanding effect which can manufacture the instrument panel which raised appearance 
quality by the low cost 
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* NOTICES * 



Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 



IThis ^document has been translated by computer. So the translation may not reflect the original 



2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] ~" ™ ~ ~~" 

^MM£ It is the outline perspective diagram showing the appearance of the instrument pane. 

^Mrfftis the outline expanded sectional view of the instrument pane, which met two to 2 

zg&zsr of fabrication of an air bag door ^ - ] *• « an 

feingj] (A) And it is the outline cross section of an instrument panel and metal mold in 

^SR^jzti °r abri t c h ati : n ope ;f r of an instrument >™ 1 

ShTwSS, ■ * 5 L ° WS thC time ° f fabrication of a panel substrate, and (B) shows 

the time of fabrication of an air bag door module, respectively 

15 "v:nt e n° Ut,ine Cr ° SS SCCti0n Sh ° Wing ° ther ^ '-trument panel which 
SSS^ 1^ ° Utline , C ^ S SeCti ° n Sh0wing the ^^rument panel according [ (A) ] to 2 color 

[Description of Notations] 
10, 10A f 10B Instrument panel 
12 Air Bag Equipment 
14 Door Module 

16 Bag Body 

22 Air Bag Module 

24 Instrument-Panel Substrate (Instrument Panel Substrate) 

28 Air Bag Door 

30 Air Bag Door Substrate 

32A Anchoring section 

36 Tee Aryne 

42 Crevice 

44 Thin-walled Part 

50 60 Metal mold 

52 Slide Core 

62 64 Core block 
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* NOTICES * 
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1. This document has been translated by computer. So the translation may not reflect the original 
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DRAWINGS 



[Drawing 1] 




[Drawing 3] 
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fDrawing 5] 
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